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Cofoce you bay a e-Casiing Machine. 


SEND FOR THIS NEW BROCHURE 


IT DESCRIBES THE LATEST AND BEST DEVELOPMENTS 
IN DIE-CASTING EQUIPMENT 


B& TMACHINERY COMPANY 


220-225 W. EIGHTH ST. TELEPHONE EX-2-2341 HOLLAND, MICHIGAN 
AFFILIATE OF BUSS MACHINE WORKS — MANUFACTURERS OF MACHINERY SINCE 1862 
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die castings 
cut the 
world’s lawns...and 





X cuts Pemco’s costs «> 














THE MAMMOTH KUX HP-38 


Hydraulically operated cold chamber model for 
the production of die castings from aluminum 
bross or magnesium. 


Also available in plunger gooseneck 


model for the production of die cast- 
ings from lead, tin or zinc 


Model BH-38 


Kux 


MACHINE COMPANY 


6725 North Ridge Avenue, Chicago 26, Ill. 


Builders of a full range of die casting machines... 


from 25 tons to 1000 tons in size. 


*PEMCO, trade name of PRODUCT ENGINEER- 
ING AND MANUFACTURING CORPORATION, 
Bridgman, Michigan, uses many sizes of KUX 
Die Casting Machines to produce top quality 
die castings for industry. 
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The rotary lawn mower housing illustrated is an example 
of the high quality large die castings made by Pemco for 
leading producers of lawn mowers and other major 
household appliances. To make them with speed and 
cost-cutting efficiency, Pemco relies on the mammoth 

Kux HP-38, with its exceptional capacity for large dies, 
coupled with ease of mounting, tremendous metal injection 
pressures and plunger speed. 


This one piece aluminum die casting measures 24” x 24” 
and weighs 15 lbs. Produced at an average speed of 

60 castings per hour, with the aluminum injected into the 
die at a pressure of more than 5000 Ibs. PSI, a die 
locking pressure of 750 tons is required. Thus the HP-38, 
having this capacity, has proven to be the ideal machine 
to accomplish this die casting job. 


If you have a casting problem of unusual size or 
intricacy, come to Kux, where no die casting problem is 
too big or too small for our experienced engineers 

to solve to your advantage. 
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Let PMD solve your light alloy tooling problems! 


leading companies to enlarge the scope of 
light alloy fabrication, and has pioneered 
many of the significant developments in 


Lightweight metals for heavy weight jobs. 
That’s the trend! 


Progressive new developments... advanced 
techniques in the field of light alloy tooling 
have greatly increased the range of parts 
capable of being produced by die casting 
and permanent mold methods. Many new 


this field. One of America’s largest inde- 
pendent producers of light alloy tooling, 
PMD’s facilities are extensive and excep- 
tionally complete. The men . . . machines 

. the engineering know-how—plus an 


design concepts are possible, as a result, 
providing the designer with the opportunity 
of introducing unique and practical ad- 
vantages into the product—advantages 
obtainable in no other way. 


experience-record of proved performance! 


Take the short cut to improved product 
quality, increased output and lower costs! 
Call in a PMD specialist to discuss your 
light alloy fabrication problems. Write or 


PMD has worked cooperatively with many phone today. 







Write today for new PMD reference catalog. 

PERMANENT MOLD DIE COMPANY, INC. 

2 7 East 9 Mile Road — Hazel Park, IMlichigan 
SLocum 7-8100 (Detroit) 








Complete Design, Engineering, Technical Services Available 


AUTOMATED MOLDING MACHINES 


SPECIAL OPERATING DEVICES 
D. C. CASTING UNITS 
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NELMOR 


MANUFACTURING COMPANY 


jie nounces 


The Inauguration of Regular Production of the 


VACUCAST 


VACUFEED MACHINE 


for the die-casting of aluminum 


under vacuum with automatic ladling 


The processes and equipment covering the above are fully 
protected by patent applications and patents to be 
issued in the United States and Foreign countries. 


We wish to thank the following companies whose invaluable 
assistance in the furnishing of equipment and materials helped 
bring this process to its final completion: 

Reed-Prentice Co., Worcester, Mass. 

Reynolds Metal Co., Louisville, Ky. 
Worthington Pump Co., Harrison, N.J. 
Stroman Furnace & Engineering Co., Franklin Park, Ill. 
Ingersoll-Rand Co., New York, N.Y. 


A cordial invitation to visit our plant is extended to all members of 
the die-casting industry interested in observing this machine in 
operation. 


David Morganstern 
Vice President 


NELMOR MANUFACTURING CO. 


26240 Lakeland Bivd., Cleveland, O. 
REdwood 2-8300 











6 DIE CASTING ENGINEER 














aa 


AND MOLD 
CORPORATION: 


DESIGNERS & 
FABRICATORS 


of 


QUALITY — 
MOLDS 
for the 


DIE CASTING 
INDUSTRY 


Complete designing 
and engineering. 
Modern plant & 

equipment ' 
includes BG-21 # x 6’ & : 


BL-3620 Keller Duplicators. 


5005 West Armitage Ave. 
Chicago 39, Ill. 


BErkshire 7-0800 
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Parting Line 


Gentlemen: 
Congratulations on initial 
g 
publication of Die Casting Engineer. 


your 


We were very much impressed with 
this number and ask that we be put 
en your list of regular subscribers. 
Very truly yours, 
J. H. V. 
President 

Thank you—from the Society and 
from the staff. This is the kind of 
encouragement we need.—Ed. 

Dear Sirs: 

We read with interest Volume I, 
number I, March issue of your new 
publication. 

We feel that there is a distinct in 
terest on the part of people such as 
ourselves in your type of publication, 
particularly if you will adhere to the 
one subject and not branch out into 
the various ramifications which are 
more or less competitive and of sec 
ondary importance. 

Other publications that we have 
seen on this subject are, naturally, 
interested in appealing to as many 
advertisers as possible as, of course, 
they are in business for this purpose, 
that 
many offshoots now being treated 


with the result there are so 
that the main objective of a die 
caster seems to be more or less lost 
in the shuffle. Very truly yours, 
R. L. 

So aptly put. As is stated in the 
Preamble to the SDCE Constitution, 
this is our whole purpose in publish 
ing the Die Casting Engineer. We 
are proud to serve the Die Casting 
Industry in this capacity and intend 
to remain a means of communica- 
tion solely for it. If at any time you 
that in 


wandered into one of the other rami- 


notice some area we have 
fications, drop us a line and in no 
uncertain terms set us back on the 


straight-and-narrow.—Ed. 





Editor’s Note: We welcome all 
questions on the material presented 
in our feature articles. It is quite 
possible that your fellow die casters 
have the same questions and would 


be interested in the answers also. 
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ME Here's the biggest news in die casting in years: a 
custom-made special alloy steel gooseneck that will outlast 
and outperform iron and alloy iron goosenecks currently 
available ... and provide greater operational savings! 
Developed through years of experience and association with 


the die castings industry, Dodge Special Alloy Steel Goosenecks 
provide many advantages: 


Will outlast iron and alloy iron goosenecks by as much as 4-5 years. 
Maintenance problems are fewer because of long service life. 
Down time is reduced to a minimum because of long service life. 


Designed and made of special alloy steel, they prevent cracking . .. bottom breakout... spout erosion. 


Each Dodge Special Alloy Steel Gooseneck is custom made to specifications by the Finished 
Products Division of Dodge Steel Company. Facilities are available for producing any 
size gooseneck for any die casting machine. Goosenecks are furnished either rough machined 
or machined with sleeves. Dodge provides a complete engineering service in the designing 
and production of steel goosenecks. Your inquiries are solicited, without obligation, of course. 
Ask too, about pots and other die casting machine parts including nozzles, spouts, plungers, etc. 


DODGE STEEL COMPANY 


Finished Products Division 
6501 Tacony Street « Philadelphia 35, Pa. 
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For Quality-Sure 
Die Castings 


Westinghouse 
chose HP-Ms 





Westinghouse Portable Food Mixer. The 
upper and lower housing and internal 
gear case cover are all die cast on H-P-Ms. 


“To be sure” at Westinghouse, modern 
H-P-M die casting machines are used 
to produce mixer motor housings, vac- 
uum cleaner housings and gear cases 
for one of the world’s finest lines of 
electrical appliances. For example, 
the inside of this mixer motor housing 
. — has intricate detail, precision engi- 
= “Shaun Ge ” neered to close tolerances. The outside 

is smooth and attractive without costly 

finishing operations. Die casting techniques using H-P-Ms assure the finest 
quality castings for the most discriminating user. Like many of today’s 
modern manufacturers, Westinghouse depends on the most reliable 


machines to keep production lines running smoothly. 
Have you investigated H-P-Ms for your die casting requirements? 









THE HYDRAULIC 


Write today for Bulletin 5700. It tells 
the complete any on the complete P R E —) — Mi F G . Cc @ | . 
H-P-M line. Mount Gileod, Oh USA 


VIS N OF K EXRING COMPANY 
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How to open.... 
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NEW LOCAL CHAPTERS 


.... Of the SDCE 


by GEORGE F. GRIFFENHAM 


Executive Secretary 


HE PHYSICAL GROWTH of the Society of 

Die Casting Engineers is controlled primarily 

by the total number of its chapters. ‘That total 
number at present is six, all united under the National 
Executive Offices. 

A sizeable number of new S.D.C.E. chapters have 
been proposed, and some of these have even gained 
“Acting Secretaries” to lay down the ground work. 
The continental United States has been sectioned by 
the National Offices into 29 chapter territories to 
accommodate the present interest in the Society. With 
interest in these proposed territories growing by leaps 
and bounds, new chapters will be springing up across 
the country. To aid the men who will be assuming 
the responsibilities of “Acting Chairmen”, we present 
this outline of the steps to be taken in the opening 
of a chapter of the Society of Die Casting Engineers. 

The assignment of territories to the various sections 
of the United States has taken into account both the 
concentration of Die Casting activity and the current 
display of interest and participation in the Society. 
‘Therefore, some areas include more than one state 
while others include only a few counties, i. e. Michi- 
gan. To date the $.D.C.E. has opened the following 
chapters. 

Detroit No. | — Detroit, Michigan 
Saginaw Valley No. 2 — Flint, Michigan 


Western Michigan No. 3 — Grand Rapids, Mich. 


Toledo No. 4 — Toledo, Ohio 
Chicago No. 5 — Chicago, Illinois 


Cleveland No. 6 — Cleveland, Ohio 


The National Board of Directors has approved the 
opening of the following new chapters when and wher« 


possible: 


New England No. 18 
(Active Secretary - Milton Harmon ') 


New York No. 7 
(Acting Secretary - Theodore ]. Kerekes *) 
Pittsburg No. 8 
Syracuse No. 9 
Canada (Ontario) No. 10 
Cincinnati No. 12 
St. Louis No. 17 
Baltimore No. 19 
San Francisco No. 20 
Indianapolis No. 25 
Los Angeles No. 530 
Buffalo No. 534 
1. CAST-MASTER, INC., 18 Rock Road, Milford, Conn. 


2, COLUMBIA ENGINEERING CO., INC., 113-118 Sussey 
Avenue, Newark 3, New Jersey. 
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As indicated by the Ontario Chapter, a few foreign 
countries have been proposed for possible chapters 
in accordance with their die casting industries. At 
present they are Canada, England, Germany, and the 
continents of Australia and South America. 

The Society has no particular order in which it 
intends to open these chapters. It will greatly depend 
on the co-operation and organizing of the interested 
die casters, particularly the one man who assumes the 
responsibility of the Acting Secretary in his area. As 
more chapters are approved the large territories will 
be subdivided to accommodate the new chapters. Since 
the territories as now designated have been arbitrarily 
set up, they need not prevent the organizers from ob- 
taining help beyond them. 


If a die caster becomes interested in spending some 
time contacting his fellow die casters, arranging meet- 
ing times and dates, and being the inspirational force 
behind the development of a new chapter, he will 
need to know the procedure for opening a chapter 
and the ass?stance he will receive from the National 
Ofhces. His first step will be to contact the National 
Ofhces in Detroit. From Detroit he will receive a copy 
of the Society's Constitution and Bylaws, an outline 
of the particular chapter's boundaries, rosters of pro- 
spective members, and the equipment and other in- 
formation necessary. This first contact will prevent a 
possible duplication of effort. 

Ihe “Acting Secretary” will receive clearance from 
the National Offices, giving him the go-ahead to call 
a chapter meeting of the Society of Die Casting En- 
gineers. An excellent guide in the preparation for the 
day of opening is given in the National By-Laws which 
contain all Society regulations and an outline of the 
opening procedure. 

In order to arouse as much interest as possible in 
the Society and the opening of its chapter in their 
area, the “Acting Secretary” will then prepare a series 


of lists of the interested, qualified producers, suppliers, 
students, and general personnel. These lists will in- 
clude names, companies, titles, mailing addresses, cities, 
zones and states. The men on these new lists along with 
the membership list supplied by the National Offices 
will then be contacted for their attendance at the or- 
ganizational and opening meetings. 

As an attraction for the organizational meeting, to 
be held in a popular, high quality restaurant, a speaker 
should be invited to speak on a subject of interest to 
die casters and those affiliated with the industry. He 
should speak not longer than 45 minutes at this first 
meeting, since the preliminary organizational business 
must be taken up that evening. The business will in- 
clude such subjects as the best possible date for monthly 
meetings and the best centralized meeting place. 

A representative from the National Ofhce or an 
appointed member who has a knowledge of Chapter 
procedure will be assigned to aid the “Acting Secretary” 
and his aides in ofhcially opening the chapter. The 
National Office, however, must be notified of this in 
advance. 

As the ball starts really rolling toward the big open 
ing meeting a Campaign is set into motion to acquire 
at least 50 members within a set time, say 30 days. A 
special meeting is called, the second one so far, to re- 
view the progress of the campaign and to complete 
the necessary details for the official opening meeting. 
It is suggested that six committees, Membership, Nomi- 
nating, Publicity, Speaker, Arrangements, and Tickets, 
be formed and functioning prior to the big meeting. 
If 6 or more pitch in on these committees their jobs 
will be light and the work will be done efficiently. 

Now for the BIG day. The main event of this meet 
ing, the third in the list so far, is the Election of Chap- 
ter Offices, which officially opens and establishes the 
chapter. 

\s a final word; Good Luck. 


PROPOSED SDCE CHAPTER TERRITORIES 
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Selection of your... 
Die 

Release 
Agents 





OR YEARS THE SELECTION of a die face 
mold coating has been on the basis of individual 
experience, or by using cut-and-try methods. 
Recent extensive surveys in job shops throughout the 
country now make it possible to approach this problem 
in a more orderly fashion. 

\ prime function of a mold coating is to prevent 
adhesion of the casting metal to the die. While this 
application is immediately recognized, there are ad 
ditional functions equally as important. A mold coat 
ing should provide a tough, heat resistant film with 
cooling or cushioning action at the die surface. This 
film protects the die surface from radical temperature 
changes, eliminating considerable surface stresses in 
the die blocks and premature failure of these expen 
sive tools. 

Ihe mold coating should provide clean castings, 
with good, smooth surfaces. When we say “clean 
castings,” we do not mean they should be immediately 
ready for plating, but rather that they should fit 
‘into the regular or standard cleaning cycle without 
requiring special handling. There should be no tend- 
ency for the coating to build up in the die cavity 
after repeated application, as this makes the main- 
tenance of close tolerances difficult. While we realize 
that coatings will tend to build up in time, this can 
be kept to a minimum if the coating is such that it 


can readily be cleaned from the mold. 
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by TOM E. MURRAY 


Service Engineer 


E. F. Houghton & Co. 


Ihe mold coating should resist gas development. 
The ability of a coating to resist gas development at 
operating temperature is of prime importance in the 
production of sound castings. 

The kinds of mold coatings used in the die casting 
industry to date are: 

1. Heavy mineral oils, such as cylinder stocks and 

steam refined stocks. 

2. Light mineral oils - 100 SUS @ LOO°F. 

3. Waxes and petrolatums. 

1. Beeswax. 

5. Fatty oils, such as tallow, lard oil, cottonseed oil, 
rapeseed oil, fish oils, hydrogenated fats and palm 
oil. 

6. Pigment and oil suspensions. 

7. Pigment and water suspensions. 

8. Silicone fluids. 

These materials may be used individually, or in com 

bination with each other. In general, the fatty oils 

and waxes provide the desired mold coating proper- 
ties in themselves, whereas the light oils and mineral 
stocks are present as vehicles. 

\s a result of the surveys previously mentioned, the 
following trends have been established in the use ol 
mold coatings in the die casting industry. 

For the pressure casting of tin, lead or zinc, partic- 
ularly thin sections in non-complicated dies, the heavy 
mineral oils or cylinder stocks are used, as well as 
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highly compounded products using these materials as 
base stocks. 
and have a viscosity of 600-650 SUS @ 100°F. They 


These mold coatings are dark in colon 


produce a light, tough film at die temperatures of 
$50-550°F. and lend themselves particularly to castings 
which are cleaned prior to plating. These materials 
are used either straight or they are blended with small 
percentages of fatty oil to promote rapid wetting-out 
and adhesion to the hot die surface. Their consistency 
is such that they can be applied by brushing or spray 
ing. This type of coating may be diluted 5:1 with kero- 
sene or light mineral oils for use on low melting tin 
alloys or very thin sections. 

For the casting of heavy sections of zinc or light 
sections of aluminum, waxes and petrolatums are 
used for the mold coating. These materials produce 
an extremely tough, lasting film at die temperatures 
ol 450-600°F. 


having melting points of approximately 


light grease consistency, 
130-140°F., 


and they produce fairly clean castings. These coatings 


They are of 


are often used to touch up hot spots in the dies nor 
mally coated with the more fluid mold coatings pre- 
viously mentioned. The coating material is usually 
heated to a flowing consistency and brushed or swabbed 
sparingly on the die, making sure to eliminate any 
Where a 
be cast each shot, the waxes or petrolatums are cut 


oil runs. number of small parts are to 
with kerosene o1 pale oil and may be sprayed on the 


mold. Castings produced with these materials are 
suitable for plating after conventional cleaning meth- 
ods have been employed. 

\ similar preference is noted in the die casting of 
aluminum parts. For precision finish of light multiple 
cavity castings, such as used by the aircraft industry, 
a fluid type coating is used consisting of a bright 
stock oil having a viscosity of 110 SUS @ 210°F. and 
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a flash po nt of 459° F. fortified with a metallic pigment 
or graphite. Metallic pigment offers the advantage of 
cleaner castings and is more generally accepted in the 
industry. Molten metal temperatures encountered in 
the use of this type of compound range from 1180°F 
to 1350°F., 
550°F. 


being cast and the number of cycles per minute. This 


and die temperatures range from 450 to 


according to the size and the design of the part 


kind of mold coating is applied by spraying on the 
die surface with an air spray gun using air pressures 
up to 75 pounds. It is important that this mixture be 
kept agitated during use to provide a uniform dis 
persion of the pigment in the oil vehicle and thus 
assure a uniform coating on the die. For small pree 
sion castings, this kind of coating may be further 
diluted 5:1 with kerosene or light oil. At a dilution 
of 11:1 with kerosene, this coating has been found 
satisfactory on zinc carburetor parts where subsequent 
cleaning or plating is not required. At 11:1 dilution, 
as many as 20 shots per die lubrication have been 
obtained. 

Where die temperatures of 650°F. are encountered 
in the casting of heavier aluminum parts, a heavier o1 
paste type mold lubricant cons‘sting of cylinder stocks 
and pigment is indicated. The higher viscosity of 
600-700 SUS @ 100°F., 
650°F., 


to make a better mold coating when the casting is 


and the higher flash point of 
together with the pigment content combine 
large or heavy. Such parts include automatic trans 
mission parts for automobiles. Once again, we note 
that the cleaning of the casting or plating is not re 
quired. This type of coating is used neat and swabbed 
on the die. Usually, agitation of the coating material 
is not required unless the product is diluted prior to 
use. Dilutions of 5:1 to 10:1 of the coating have pro- 
duced satisfactory castings for auto parts, hydraul’¢ 
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Spray application of release 
agent to the core and die. 


valve castings, motor housings and shallow cavity func- 


tional parts. 

\bout the beginning of the year 1951, silicone fluids 
were made available to the die casting industry as 
mold release agents for aluminum, zinc and other 
metals and alloys. Silicone fluids are inert and do not 
react chemically with other materials. They are re 
sistant to heat and thus there is no carbonization o1 
fouling of molds. They possess excellent release pro- 
perties between the metal being cast and the die. Then 
low surface tension allows them to penetrate into small 
cavities, and spread out to cover large areas quickly 
and evenly. 

Silicone fluids may be applied by wiping, brushing, 
or spraying, depending on the application. Silicone 
fluids are usually applied from emulsions with water. 
Actually, the silicone fluid is a release agent and the 
water is only a diluent or means of getting the silicone 
fluid to the die surface. When silicone emulsions are 
used, softened water solutions should be made. The 
mineral salts contributing to hard water build up a 
scale. This scale must be removed periodically or it 
will build up in the die cavity, making it difficult to 
hold tolerances and maintain detail. The normal di 
lutions for die castings are such as to obtain a one to 
five per cent solution of silicone fluid. Application will 
vary from once for each casting produced to only three 
or four times per shift. The number of releases to be 
expected can best be determined by trial on the speci 
fic application. 

In the die casting of copper alloys, present practice 
is limited to the use of those alloys that have melting 
points not exceeding 1650°F. Aluminum bronzes, low 
brasses and other high copper alloys can be die cast 
readily, but the melting points and casting tempera 
tures are too high to be feasible or economical con 
sidering their effect on die materials currently avail- 
able. 
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Easy and clean removal of the 
hot casting from the die. 


Pigmented mold coatings are required for the high 
temperatures involved in the die casting of brass. 
Those containing graphite have proven most promis 
ing at the higher die temperatures required for cast 
ing of these alloys. 

There has been a widespread increase in the us¢ 
of compounded mold coatings in the past few years. 
Increased effectiveness of these coatings over conven 
tional oil films stems from the inclusion of lubricity 
additives, suspending agents to maintain a uniform 
dispersion of pigments, wetting-out additives to insure 
a rapid and complete spreading of the lubricant over 
the die surfaces, and adhesion agents to hold the 
coating in place against the washing action of the 
cast metal. 

The eftective mold coatings is 
governed to a large extent by the variables in then 
compositon. Such factors, as percentage of additives 


and type of additives, must be considered. To illustrate 


performance olf 


let us hypothetically formulate o1 compound a_ pig 
mented type mold coating. We will assume the pig 
ment used is graphite and the vehicle a cylinder stock. 
In the selection of the percentage of graphite to be 
used, we would find this more critical than we would 
normally expect. Too much grapite will cause a build 
up in the die cavities rendering the reproduction ol 
detail difficult or impossible. Too little graphite will 
result in poor release or, possibly, soldering of the cast 
metal to the die. 

The following factors in the selection of the graphit 
must also be considered: 

l. Particle size 

2. Particle shape 
3. Particle orientation 

t. Ash content 

The flake form of graphite has several advantages 
over the amorphous or pulverized type. The flake form 
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FOR THE PRODUCT DESIGNER- 


General Problems of Die Casting Die Design 


Many times the product designer destines his work to be pro- 
duced by die casting. He may do this without first considering the 
problems of the die designer who must weigh product quality with 
economics. With a mutual understanding between product and 
die designers the quality of many die castings can be improved. 


by ALFRED SUGAR 


Vice-President and Technical Director 
Alloys & Chemicals Mfg. Co., Inc. 


DIE CAST ER’S PROBLEMS really begin when 


a part is still no more than a gleam in the de- 


signers eve. That would be the ideal time for 
the designer and the die caster to get together in order 
to discuss common problems and arrive at the best 
possible conclusions. A designer knows what he must 
have in the part under consideration. The die caster 
knows what to do and what to avoid so that economies 
in die casting production and subsequent finishing 
may be realized. 

To begin with, a designer should be made to bea 
in mind that die castings are made in metal dies, and 
that these dies are long lived and cannot be scrapped 
or broken up to remove castings. Since dies, cores, and 
slides are rigid structures, the designer of the casting 
must be made to visualize the casting in such a die. He 
must then consider what must be done to fill the die 
and what is needed to get the frozen casting out of 
the die without injury to either die o1 casting. 

The size of castings should be kept within reasonable 
economic limits. Die costs go up with larger castings, 
and larger machines operate on a slower cycle. How- 
ever, if the larger casting means less machining and 
less assembling, it may be the best alternative. Even 
if a die has to be rather complex and expensive, its 
cost may be justified if certain operations can be avoid- 
ed. 

One of the chief advantages of any casting process 
is that within certain limits wall thickness can be varied 
so that strength is proportional to the stress the section 
must withstand. In the average die casting, stresses are 
commonly low, and in many cases the thinnest casting 
that can be readily produced has more than enough 
strength and ample stiffness. Since the cost of a casting 
increases as its weight increases, it is preferable to have 
the wall sections as thin as possible so long as produc- 
tion and application requirements are met. Where 
changes in section are necessary, it is highly desirable 
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that the transition be gradual for manufacturing 
reasons as well as to get better mechanical properties. 
Abrupt changes in section thickness are likely to pro 
duce porosity in the heavy areas and to slow down the 
operating cycle. A simple die casting often takes the 
place of a number of parts and thus saves machining, 
handling, and assembling costs. An intricate appearing 
die casting may be quite simple to cast if section thick 


nesses are kept balanced throughout the casting. 


Further aids to the designer 


Another aid to the die caster and generally con 
trolled by the designer are ribs, beads, bosses and fins. 
Ribs and the like help to avo‘d stress concentrations 
in the casting as well as to increase its strength and 
stiffness and to minimize warpage in the finished cast 
ing. Ribs promote the flow of molten metal through 
the die and are a great help in filling out a casting. 
Bosses generally add to the utility of castings and 
wherever possible are cored or made to hold inserts 
for a particular use or for fastening. Wherever possible, 
the rib section should be the same as the casting section. 
Fillets should be used everywhere to avoid sharp inte 
rior corners and edges should be rounded to avoid de 
fects and stress concentrations. Die construction, casting, 
and all become easier when edges are round and genet 
ous fillets are used. The one exception to this general 
statement would be the outside edge on a casting at 
the die parting and even this will be rounded in polish 
ing. 

Clean exteriors free from non-essential projections 
and streamlined shapes are highly favored. Beading, low 
relief, and other expedients to break up flat or unin 
teresting surfaces or to mask minor defects are frequent 
ly recommended and often used. 

Naturally, unless die cost can be amortized by sivings 
realized through the known number of die casting 
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needed, investment in a die may prove unwise. For 
this reason, die cost is often a determining factor in 
dec:ding upon the production method. Efforts to hold 
this cost within reasonable limits ought to have then 
share of attention. Often the cost of the application 
of a die slide or some other feature to the die is fully 
justified by economies in metal or in features on the 


casting that may be sacrificed unless a slide is employed. 


It is desirable and may even be essential for the 
designer to take into consideration which type of alloy 
is to be used and, in some cases, which analysis unde 
this type is to be chosen. Reasons for this include the 
fact that castings which are entirely feasible in one 
type of alloy cannot be satisfactorily made in another. 


Changes in die casting equipment and in practice 
also influence casting design. Castings not regarded as 
feasible a few years ago are entirely practical today. 
Larger machines permit larger castings and _ faster 
smaller machines help to reduce the cost of small 


castings. 


Die casting competes 


It is well for the designer to remember that except 
for very small and quite simple parts, the die casting 
can compete with almost any non-ferrous stamping 
and with many ferrous stampings if the casting alloys 
available are suitable for the particular set of condi- 
tions encountered. Except for certain classes of quite 
small screw machine products, the die casting is likely 
to be cheaper if a non-ferrous alloy is specified. Many 
screw machine products have been displaced by die 
castings on a strictly competitive basis. 


Few things aid so much in the design of any high 
production product as does the study of similar pro- 
ducts already in production. Such a study acquaints 
the designer with what has been done and has proved 
economical. It also informs him as to what is feasible 
and what, though feasible may have drawbacks whose 
bearing on overall costs and general suitability needs 
to be watched. Often the study suggests expedients 
and new features which have great merit. 

Since all die casting is done under heavy pressure, 


provisions must be made so that dies may be securely 


locked. The die must of necessity be in at least two 
parts. It is preferable to have the closure or parting of 
the die flat. Skip partings are feasible but increase 
difficulties and cost of machining and fitting the die, 
render the sealing of the die halves more difficult and 
present the danger of edge chipping at the irregular 
sections. 

If the side walls of the casting are undercut, or con- 
tain recesses which cannot be formed by an integral 
part of the die, these walls must be formed by slides or 
members attached to the slides which are given trans- 
verse or angular motion relative to the die block. Such 
slides, which may include cores, can be made to operate 
independently. A die built in this manner will be rathen 
expensive. Changes in casting design are often warrant- 
ed if they will eliminate the use of slides. 

When a die is locked ready for casting, metal is in- 
jected through a sprue hole and then through runners 
which may have one or more branches into the die 
cavity or cavities it must fill. Means for the escape ol 
air in the cavities must be provided in the form ol 
vents, otherwise the casting will not fill or it will con- 
tain entrapped air. Vents are commonly provided at 
the parting of the die in the form of slots up to .005" 
deep. Some air also passes out through clearance space 
at slides and moveable cores. Molten metal tends to 
follow escaping air, but the spaces are so thin that it 
freezes instantly forming a flash on the casting and 
preventing the further flow of metal through the vents. 
Flash is often the measure of the soundness of a 
casting. Vents should be so placed that all of the ain 
in the cavity will be expelled by the entering metal 


and not entrapped by the casting. 


Size and location of gates 


There are no fixed rules which determine the loca- 
tion and size of gates. Before a die is placed in service, 
it is very likely that several gating and venting changes 
will be made. In addition to directing metal flow, gates 
also influence the soundness and surfaces finish of a 
casting. A thin gate will break away from the casting 
easily, thus make for easy trimming and minimum 
blemish on the casting along the line of breakage, but 


(Concluded on Page 24) 
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SDCE National Committee sets 


its first goal toward— 


IRECTION AND METHOD of approach to 
the problem of standardization in Die Casting 
have been proposed by the $.D.C.E. National 
Committee on Standardization, First, the local chapters 
of the S.D.C.E. would be contacted by the National 
Committee as the initial step in their organization of 
local study committees. These individual committees 
would study the many issues involved, reporting peri- 
odically to the National Committee on the informa 
tion they have gathered and the possible methods of 
standardization. As the data would come in, they would 
be processed according to the items under considera- 
tion, digesting the information and suggested stand- 
ards into a single standardization for each case stud- 
ied. When 


Committee would meet to summarize their 


this work was completed, the National 
findings 
into those standards that would be necessary and 
expedient. 

Secondly, the National Committee would call upon 
machine manufacturers to attend a joint meeting. At 
this meeting the S.D.C.E. would present its summat 
ized findings as suggestions and requests to the machine 
manufacturers. Primarily, they would be expressions 
of desire and need in the Die Casting Industry which 
the S.D.C.E. 


The whole purpose of the National Committee is 


represents. 


that through cooperation and mutual understanding 

tween the users of die casting equipment and the 
manufacturers of that equipment there would exist 
a formulation of real standards. The National Com 
mittee wishes to emphasize that neither it nor the 
Committees will set any 


Chapter Standardization 


machine standards. The Society will only arrive at 


suggested methods and standards that are desirable. 


The members of the National Standards Committee 


present at the March 5th meeting were: 


E. C. Kron — Doehler-Jarvis Div., Nat. Lead Co. 
Toledo, Ohio 

( lice — Delco-Remy Div... GMC Anderson, 
Indiana 

\. S. Linzell — Hydraulic Press Mfg. Co. — Detroit, 
Mich. 

F. Halward — Detroit Mold Engineering — Detroit, 
Mich. 
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by Meyer R. Tenebaum 
























Fhe National Standards Committee has drawn up 
a preliminary list of items to be put under considera 
tion for standardization. It is not complete but will 


be added to as work progresses. 


PRELIMINARY LIST 


Items Considered for Standardization 


1. Clamping Tonnage—Measurement and Test ng 


2. Platen Data 
a. Holes—Tapped: Pattern and Spacing 
b. T-Slots: Pattern and Spacing 
c. Ejector Positions 
d. Position of Shot Hole with respect to the cente) 
of the platen 


e. Platen Dimensions 


3. Standardization of Terms (Glossary) 


Gooseneck Standards 


Salety 

a. Safety Blocks 

b. Drilled Piston Rods 
c. Fire Resistant Fluids 
d. J.1.C. Electrical and Hydraulic 


Items 


Everyone in the Die Casting Industry is encouraged 
to participate in this standardization program. If you 
are located near a local chapter of the Society of Di 
Casting Engineers, contact the chapter's Secretary for 
information on the meeting time and place of its 
Standardization Committee. Any and all suggestions 
are also welcomed by the National Offices in Detroit 


o 8 @ 


\. K. Unterkofle: Ternstedt Div., GMC — Flint, 
Mich. 

M. R. Tenenbaum — Lester Phoenix, Inc. — Detroit, 
Mich. 


G. F. Griffenham — Mergraf Oil Co. — Detroit, Mich. 


John Saginaw Bay Industries — Bay City, 


Mich. 


Lapin 





DETROIT and 


John L. Miller, H & M Industries, 
Inc. 

Richard P. Baribault, Aluminum 
Company of America 

Secretary-Treasurer: Ollie Clayton, Permanent Mold 
Die Co. 

Sam Donabedian, Samson Design 





Chairman: 


Vice Chairman: 


Librarian & 
Historian: Service 

Chairman of Louis W. Blauman, B & T En 
gineering & Sales Co. 

Armand. Millier, Nu-Engineer- 


Trustees: 


ing, Inc. 
Richard P. Sullivan, Jr., Detroit 
Mold Engineering Co. 


DIE CASTING DIE FAILURES was the topic of a 
talk given by Dr. John C. Hamaker, Jr., Manager of the 
Research Department of Vanadium-Alloys Steel Co. 
at the March 5, 1957, joint meeting of the Detroit and 
Saginaw Valley Chapters at the Devon Gables in 
Bloomfield Hills, Michigan. Dr. Hamaker spoke about 
the cause and effect of heat check in cold chamber die 
casting. He described the research that was being ca 
ried on to develop check resistant die steels and told 
of the progress to date. 

BUILDING OF NEW DIES FOR PRODUCTION 
was the subject of a talk given by Kenneth Moulder, 
General Superintendant of the Die Cast Department, 





Carl H. Neuendorf, Keeler Brass 


Co. 
Charles Laitsch, Grand Rapids 


Chairman: 


Vice Chairman: 
Brass Co. 


Secretary-Treasurer: Leslie W. Haisen, Vickers, Inc. 


HYDRAULIC PROGRESS IN THE DIE CAST- 
ING INDUSTRY was the subject of a talk presented 
by Leslie W. Haisen, Application Engineer, Vickers, 
Inc., at the February 12, 1957, meeting of the Wes- 
tern Michigan Chapter. Mr. Haisen is the present 
Secretary-Treasurer of this Chapter. 


Chapter 
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Johnson Motors, at the June 4, 1957, joint meeting 
of the Detroit and Saginaw Valley Chapters at the 
Devon Gables. Mr. Moulder detailed the procedure 
involved in placing a new die in service from the design 
room to shop production. In the design room the 
placing, the parting and the cores of the die are design- 
ed. Detailing follows, and then manufacturing of the 
die. The hardened die is set up and test operations 
begun. After testing, the operations are set to get maxi- 
mum performance from both the machine and the 
die. As a final step, complete records are kept of any 
die or operational changes for future reference. 

The April 7, 1957, joint meeting of the Detroit and 
Saginaw Valley Chapters of the S.D.C.E. featured a 
talk on ALUMINUM IN THE DIE CASTING IN- 
DUSTRY presented by R. L. Williamson, Product 
Manager of Pig and Ingot Sales, Aluminum Company 
of America. The talk was highlighted by a movie on 
the industrial design applications of aluminum. Mr. 
Williamson discussed the present availability of alumi- 
num for the die casting industry and forecast that the 
future will provide a growing availability. He spoke 
of the economic promise of aluminum die casting and 
of the increasing percentage of aluminum die castings 
be:ng made. For the future, Mr. Williamson predicted 
more primary metal for the die casters thus decreasing 


the industry's dependance on secondary metal. 


WESTERN MICHIGAN 


The March 12, 1957, meeting of the Western Michi- 
gan Chapter of the S.D.C.E. was highlighted by a talk 
on die release agents. Irving C. Peterson, Technical 
Field Director, and Jim Thompson, sales engineer, 
both of Mergraf Oil Co., presented a talk on THE 


USE OF MOLD RELEASE AGENTS IN DIE CAST- 


ING. 

A talk on DIE CASTING DIE FAILURES by Dr. 
John C. Hamaker, Manager of the Research Depart- 
ment, Vanadium-Alloys Steel Co., was featured at 
the April 9, 1957, meeting of the Western Michigan 
Chapter. Dr. Hamakers topic was heat check in cold 


chamber die casting. 
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TOLEDO 


Wesley L. Wight, Chevrolet Pas 
senger Transmission 
General Motors Corp. 

Charles W. Hodan, Ford Motor 
Co. 

r. E. Hansen, E. F. 
& Co. 

Paul Phillips, 


Transmiss‘on 


Houghton 


Chevrolet Pas- 
sengel Division, 
General Motors Corp. 
Rolland S. Fulton, Jr., Chevrolet 
Passenger Transmission Divi 
sion, General Motors Corp. 


John E. Preas, Latrobe Steel Co. 


CHICAGO 


John M. Atols, 
Mold Corp. 
James R. Stockner, Western Elec 

tric Co., Inc. 
Robert A. Wunderlich, Mid 
Western Die Casting Co. 
William D. Johnson, Bell & 
Howell 


Atols Tool & 


CLEVELAND 


Harry Cagin, The Halex Die 
Casting Co. 
Arnold Williams, 
Hardware & Forging Co. 
Robert D. Black, Rex Oijl & 
Chemical Co. 
Joseph \. Goldsmith, 
Mold & Die Co. 


David M. Morgenstern, Nelmor 


Cleveland 


Buckeye 


Manufacturing Corp. 


Fred J]. Neumann, Conneaut Die 
Casting Co. 

John W. Palmer, Cast-Master, 
Inc. 


Division, 


Doehlen 
Jarvis Division, National Lead 

Co. 
Dr. John C. Hamaker, Jr., Manager of the Research 
Department, Vanadium-Alloys Steel Co. was the fea 


George F. Hodgson, 


tured speaker at the March 12, 1957, meeting of the 
Toledo Chapter of the $.D.C.E. Dr. Hamakers talk, 
DIE CASTING DIE FAILURES, provided an excellent 
discussion of heat check in cold chamber die casting. 

ALUMINUM AND ZINC ALLOYS IN THE DII 
CASTING PROCESS was the title of a talk presented 
by Donald L. Colwell, Director of Laboratories, \pex 
Smelting Company, at the April 9, 1957, meeting of 
the Toledo Chapter of the S.D.C.E. 


Chairman Ot Alfred J]. Prickett, Western Ele 
‘Trustees: tric Co., Inc. 

William — F. 
Electric Co., Ine. 

William D. 


Trustees: Schmidt, Western 


Johnson, Bell & 


Howell 

Ray P. Dunn, United = States 
Reduction Co. 

Walter P. Davis, Admiral Die 


Casting 


John Ryder 
John” B. 
Die Cast Products Co 


Helfrich 


Schoonover, 


Mr. Joseph A. 


nounces the September and October programs for mem 


Goldsmith, Program Chairman, an 


bers and guests. 

On September 17th there will be a Clambake. Th« 
time and place to be announced later by the Committee 
Chairman, John W. Palmer. 

On October 15th there will be a meeting at the 
West Side Turnverein at 6:30 P.M. Mr. D. M. Mon 
genstern, Vice President, Nelmor Manufacturing Co., 
will speak on EO AND COLD CHAMBER 
VACUUM DIE CASTING. 
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HOOVER BALL AND BEARING CO. 


ANN ARBOR, MICHIGAN 


UNIVERSAL DIE CASTING DIV. 
Saline, Michigan 


UTILEX DIVISION 
Fowlerville, Michigan 


ADRIAN DIVISION 
Adrian, Michigan 


GLENVALE DIVISION 
Malvern, Arkansas 


ZINC AND ALUMINUM DIE CASTINGS 








BOURDEAUX PATTERN & MFG. COMPANY 


WOOD AND DUPLICATE PLASTIC DIE MODELS 
WOOD AND METAL CHECKING FIXTURES 
SPOTTING RACKS METAL TEMPLATES 
KELLER MODELS DIE CAST MODELS MOCKUPS 


19636 DERBY AVENUE - TWinsROOK 3-5700-1-2 - DETROIT 3, MICHIGAN 








VALOR TOOL & MACHINE CO. 


5320 OAKMAN BLVD. 
DEARBORN, MICHIGAN 
Tiffany 6-5353 


DESIGNERS ENGINEERS CONSULTANTS 
DIE CAST DIES 
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by THEODORA SIMONEAU 


HE ENORMITY of the die casting industry 
and its versiulity is beyond the imagination of 
those unacquainted with the industry. I, for one, 
little realized until just lately its usefulness and the 
important role die castings play in our everyday life. 

It was with much surprise that I learned that die 
casting has been dropped from some trade schools 
and that even the University of Minnesota offers no 
regular course. In view of the demand in die casting 
for trained men, this seems to me to be a very un- 
fortunate situation. This is where the $.D.C.E. can play 
a big role and make people in the profession aware 
of this situation; however, on-the-job training is doing 
a lot to ease the shortage of trained men. 

April llth will be a day for me to remember. It 
started with a telephone call to the Char-Lynn Co. 
of Minneapolis, Minnesota, who manufacture alumi- 
num die castings weighing from a lew ounces to 25 
pounds, and culminated with a visit to the plant, a 
sight-seeing tour, and finally the permission of the 
president of the company, Mr. L. L. Charlson, to 
spend some of my future Saturdays with the company 
learning something of the die casting trade. In sub- 
sequent articles I shall be more specific about the 
doings of this grand company, its people, and what 
I am learning. 

Miller, Sales 
Manager of the Die Casting Division. We spent a 


My tour was conducted by Mr. M. F. 


brief period of time in his office while he answered 
my numerous questions, and then we began a tour 
of the plant. Our first stop was in the machine de- 
partment. I couldn't help but notice how well the 
machines and areas were kept free of obstructions that 
could cause injury, and that each person wore safety 
glasses. The women wore hats to keep their hair back 
and away from the machinery. In each department 
I was aware that safety counted to the people in this 
plant. 

From there we went to the die casting machines. 
What a sight to behold! I was dumbfounded, for my 
mental picture of die casting was certainly not the 
one which I now saw—the huge furnaces with their 
loads of hot metal, the men ladling out this metal 
and pouring it into the cold wall, and then the press 
of a button and another casting is made. Exact timing 
of the whole process is the all important thing, for 
mistiming can mean freezing of the metal or an ex 
plosion if the mold is opened before the metal has 
set. The die casters must know exactly what they are 
doing without any guess work. These machines were 
the smaller ones. Our final stop was to see a newly pur- 
chased 800 ton capacjty die casting machine. 

And so I came to the end of my indoctrination 
into the die casting industry. 

=ses8 
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The New DUPLEX 


AJAXOMATIC 


AN INTEGRATED MELTING AND 
AUTOMATIC POURING UNIT 
FOR THE PRODUCTION OF 
ALUMINUM DIE CASTINGS 


Here for the first 
time the functions of 
continuous melting of 

aluminum, maintaining the 

molten metal closely at lowest 

possible temperature, and auto- 

matic pouring of controlled amounts 

of metal are combined in one compact 

unit. The Duplex AJAXOMATIC is intended 

for those die casters who prefer to have each 
die casting machine a completely self-contained 
unit, starting with pig metal and scrap, and ending 
with the casting. This unit represents the ultimate in 
integration and automation to match today's trend 
towards larger die castings and higher production 
rates per machine and per manhour. 





Send for BULLETIN R-48 








1 . 60 CYCLE INDUCTION MELTING 
A AX ENGINEERING CORPORATION 
USA TRENTON 7, NEW JERSEY 

. e 


Aesocicted Compones yor Hectromerm« Corporoton Avon Bhectrx Compony 
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DIE RELEASE AGENTS 


(Concluded from Page 14) 


has a higher resistance to compacting or settling-out 
in a liquid vehicle. The flake or flat particles tend to 
be oriented with the flat sides parallel to the die sur- 
faces providing a larger amount of coverage with a 
minimum of pigment. 

The ash content of various types of graphite vary 
from 5 to 40°, depending upon the source. This ash 
residue is highly abrasive and detrimental to both 
die surfaces and moving parts such as cores and ejecton 
pins. Also, the residue will build up in the die cavities 
obscuring detail. 

In the selection of the vehicle, only high flash point 
oxidation 01 
Most 
oils contain sulphur, and only materials relatively free 
Sulphur will react with hot 


stocks highly resistant to breakdown, 


varnishing at high temperatures are selected. 


of sulphur are selected. 
die surfaces to form a hard and brittle surface layer. 
Ihe repeated formation and breaking-off or spalling 
of this iron sulphide surface results in excessive wea) 
on the dies. 

In addition to the selection of the vehicle and pig 


ment, various types of additives are used, such as 





Auto Diesel Hardened Steel Plunger Rings will reduce down-time to the 


inimura, 


and often customer dissatisfaction because of delays. IN MANY PLANTS 
THEY ARE GIVING OVER 100,000 SHOTS PER SET. (names supplied upon 
request) Made of cast iron, dieloy cast iron or hardened steel. If you 


operate die casting machines or cast zinc parts, write for information. 


Write for Details 





D>troi} Sales Representative—Clifford-Rockwell Co. 
Detroit 35, Michigan 


19364 James Couzens Highway ° 


THE AUTO-DIESEL PISTON RING CO. 
Cleveland 14, Ohio 


3133 Superior Avenue °* 
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AUTO- -DIESEL Plunger Rings 


There are many losses due to down-time—the cost of maintenance 


Yo. save money with Auto Diesel 2 or 3 Piece Plunger Segment 
Rings. They give LONG LIFE and reduce expensive repairs. They 
are made of high grade wear resisting iron in sizes from 1/2" to 
4” by 7%, especially for hot chamber and die casting machines. 


various soaps or deflocculating agents to maintain a 
uniform dispersion or suspension of the pigment in 
the product - both during use and storage. 

Lubricity additives are incorporated to provide the 
desirable slip for easy removal of cores and to prevent 
freezing and excessive wear on die parts. 

Polar type wetting agents are used to insure a 
rapid and complete wetting-out and coverage of the 
die surface at operating temperature. The polar active 
agents promote adhesion of the coating to the die 
and enable the parting film to resist displacement 
under conditions of high temperatures thus preventing 
metal-to-metal contact and protecting the die surfaces 
from checking and abrasion. 

Some mold coatings contain additives which impart 
thixotropic properties to the product upon heating. 
Phis causes the compound, which has a fluid sprayable 
consistency at room temperatures, to thicken immediate- 
ly after it wets-out the hot metal surface. Normally, the 
heating of a conventional oil base product in contact 
with a hot die will reduce the viscosity or consistency 
and the coating will run away or will not adhere. 

While considerable progress has been made over the 
vears in the field of mold coatings, particularly with 
the introducion of silicone fluids, research is constantly 
searching to develop new and more effective mold 
coatings to meet the advancing needs of today’s die 


casting industry. ses 
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POM MURRAY received his B.A 
degree in Chemistry in 1948 from 
LaSalle College at Philadelphia. He 
was first associated with the Henry 
Bower Chemical Co. as a chemist. 
In March of 1953, 
Houghton & Co. as a Service Engi- 
neer for their Metal Working Prod- 


Tom joined E. F. 


ucts Department. In the past fou 
years he has worked a great deal 
with die release agents that are used 
not only in die casting but in many 
of the other casting processes 

He is a member of the American 
Chemical Society, the AES, the ASM 
and is an associate member of the 


Franklin Institute. 
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New Reed-Prentice Vacucast Process Gives 


DENSER, STRONGER 
LINC CASTINGS! 

















VACUUM NON-VACUUM 


These two production-run zinc die castings, brought up to 750°F. in 45 minutes, clearly show that the Vacucast process 
produces stronger, far less porous castings than standard, non-vacuum samples. 


‘S 
Here’s a big, new improvement in zinc die e Increased hardness and strength, 
casting — the Reed-Prentice Vacucast system. less permeability 
Offered as original equipment only on REED die e Porosity practically eliminated 


casters, this new vacuum casting process gives 
you higher quality castings than were ever pos- 
sible before, and at a lower cost. 


e As much as .02” greater skin thickness 
in thin castings 
e Big metal savings through permissible 
Exhaustive testing, conducted on Vacucast zinc reduction in wall thickness 
castings by an independent testing laboratory, @ Can use existing dies without alteration 
show the superiority of this new process. Here 
I : I : ; ALUMINUM DIE CASTING TOO! 

are some of the advantages you get with this _ ‘ 

. . . Now under final development and test —a new 
new vacuum die casting operation: ; : " ' 

aluminum self-feeding Vacucast machine 


process. Watch for an announcement by Reed- 


e Up to 20% faster cycling Prentice for this newest engineering advance- 
oe » ment. 
e Rejects cut by 50% : ; 
To get complete information on the new Vacu- 
e Surface quality improvement greatly reduces cast process, write today to Reed-Prentice Corp., 
polishing and buffing 677 Cambridge Street, Worcester 4, Mass. 


REED-PRENTICE 





Pocccvcccccccccvcccceseneccocoosocscocooseescesooeccoosooce Affiliate of PA C 4 A G E 


MACHINERY COMPANY 
WORCESTER 4, MASS. 
BRANCH OFFICES: NEW YORK + CLEVELAND + CHICAGO + BUFFALO + DAYTON + DETROIT » KANSAS CITY + LOS ANGELES 
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CENTERLESS BUFFS 


made exclusively by 
American Buff Co. 


UARANTEE 
5» to 334 
MORE OUTPUT 


on your present equipment 
with 
patented PRE- ASSEMBLY 
in 7 types 


BIAS CLOTH 
BIAS SISAL 
UNIT SISAL 
OPEN BIAS SISAL 


(Sewed) UNIT 
CLOTH 


@ (Unsewed) UNIT 
CLOTH 


@ PLEATED CLOTH 





For Complete Information, Write Today! 


AMERICAN BUFF COMPANY 


2414 S. LaSalle St. Chicago 16, Ill. 


For the job that’s tough . use an American Buff! 
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A DIE DESIGNER’S PROBLEMS 


(Concluded from Page 16) 


a too thin gate will prevent the proper filling of the 
die cavity. Thick gates promote soundness and better 
physical properties. Generally, the size of the gate is 
a compromise, designed to arrive at a workable op- 


timum thickness. 


It is desirable to provide one or more overflow wells 
on the vented side of the castings. The wells help unity 
the die temperature and catch some of the metal which 
has passed through the die cavity. They provide space 
into which air which might otherwise be trapped in 
the casting to escape or be trapped in the well where 
it will do no harm. Wells are joined to the cavity by 
shallow openings and are later broken or sheared off 
with gates and flash. Overflow wells are vented to facil- 
itate escape of air and constitute part of the venting 
system of the die. These wells, when properly located 
often contribute more to soundness, uniformity of 
strength and surface finish than any other single feature 
of die design. 

Die casting dies intended for rapid production are 
drilled to provide channels for water cooling. Cooling 
not only prevents the die from reaching a temperature 
which may tend to shorten its life, but also helps to 
maintain a die temperature favorable to the production 
of satisfactory castings at a desired high rate. Flexible 
hose connections and valves are used to adjust the rate 
of flow to an amount sufficient to hold die temperatures 
within the required limits. Cores around which thick 
sections are cast generally are water cooled. The amount 
of cooling water required depends upon the tempera- 
ture of the metal being cast, the heat capacity of the 


metal and the rate of casting production. 


Logical design produces 
economical product 


It is easy to grasp the major considerations upon 
which logical die design is based. While the designe 
of castings rarely, if ever, designs the die which will 
produce his casting, he can easily appreciate just what 
a particular design will require from the die caster. I 
the casting is designed with the fundamentals of the 
die cast process in mind, a most economical product 
will result. 

ALFRED SUGAR is Vice President and Technical 
Director of Alloys and Chemicals Manufacturing Co., 
Inc. in Cleveland, Ohio. 

Mr. Sugar is a graduate of Case Institute of Tech- 
nology in Cleveland and has had thirty years experience 
in the Metallurgical field. He is the author of many 
technical papers and holds many patents that pertain 
to the die casting industry. Mr. Sugar has also given 
lectures at Stevens Institute of Technology. 
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Great news for producers of small castings! Now you 
can get quick, direct-from-stock delivery on two new 
Cast-Master Die Casting Machines: Model 7Z for Zinc, 
Tin, Lead — Model 7A for Aluminum, Magnesium, 
Brass. Both feature the same outstanding design and 
rugged construction of the larger models now 
operating in America's leading plants. That means 
solid steel platens, extra heavy linkage with 

multiple shear points, and many other details 

that make possible safer, high-speed production of 
mirror-smooth, hardware-finish castings. 


Send For Brochure Giving Full Details And Specifications 
Eastern Representative: 
Milton Harman, 18 Rock Rd., Milford, Connecticut 


Midwest Representative: 
C. W. Stone Co., Minneapolis 3, Minnesota : Be i 





23901 AURORA ROAD 
Cast-Master %cc, 2290) AURORA 
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FIRST SDCE PLANT TRIP SUCCESSFUL 


Die Casters See Production of Turboglide Transmissions 





Left to right: 

Mr. C. A. Dwight, Personnel Director*; Mr. John Morris, Production 
Superintendent*; Mr. C. C. Brewer, Operations Manager*; Mr. F. Feldt, 
Production Superintendent*; Mr. Harry Shimel, Production Superin- 
tendent*, Director**; Mr. C. Moore, Master Mechanic*; Mr. George 
Griffenham, Executive Secretary**; Mr. Wesley Wight, Production Super- 


vivor*, Chairman, Chapter 24**; Mr. Harry Cagin, Vice President**; Mr. 
Robert D. Black, Secretary, Chapter 26**. 

Chevrolet Passenger Transmission 

The Society of Die Casting Engineers, Ir 


Below, Dic Casters from all over the country look over the 1200 
ton die casting machine. 

This machine produces the aluminum Turboglide transmission casing 
(left, foreground). It was one of the many highlights in the plant tour. 





SKIES couldn't put 
Casting En- 


AIN AND OVERCAST 

the damper on the Society of Die 

gineers first plant trip. The Chevrolet Passenger 
Transmission Plant of General Motors welcomed mem- 
bers of the SDCE and their guests from all over the 
country on April 4th and 5th. In spite of the weather, 
a large number of die casters turned out to see the 
latest die casting and production methods being used 
in the manufacture of the Turboglide automatic trans- 
mission casings and internal parts. 

Due to its large size and weight, its strength require- 
ments, and the intricacy of its inner and outer surfaces, 
the Turboglide casing proved to be the center of at- 
traction. Some of the details of the casting operation 

huge die casting machine which 
pressure of 1200 tons. The force 


include the use of 
exerts a_ locking 
applied to the molten aluminum by the ram is 617,026 
pounds. Feeding of the die, which weighs no less than 
171% tons, with the molten metal is automatically con- 
trolled and operated. 

As a general interest note, a display of the cut-a-way 
transmission with its internal parts in motion was 
supplied by Chevrolet for the visitors. An animated 
picture story of the transmission’s total production was 
also a part of the display. 

The modern chemical and metallurgical laboratory 
adjacent to the die casting area was an eye-opener fot 
those familiar with metal testing laboratories. Con 
in four large, airy rooms are the complete and 


pyro- 


tained 
spotlessly clean chemical facilities, 
metallurgical laboratory for the study of better alloys, 


a complete 


standard testing equipment, and a new spectrographic- 
computer. The computer section of the spectrograph 
cuts the time between sample and analysis to a mere 
10 minutes. 

\ great deal of thanks goes 


olf General Motors for making the 


Chevrolet Division 
April plant trip a 


SUCCESS. 
Ss es 





C/PECIAL Macy 


Jeleyhone: KENwoop 2-7800 


N f= AND 








DIE CAST DIES 


JIGS 





Sno. 
DES IGNERY ano BUILDER 


SPECIAL MACHINERY 


20000 W. 8 MILE ROAD 
MAIL ADDRESS BOX 146 


DETROIT 19, MICH. 


STAMPING DIES 


FIXTURES 
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DIE CASTING ENGINEER 


WE ALL HAVE ‘EM: 


Problems that is... 


... How did you 


solve the ones you had? 


It seems that no two of ou problems are the same 
some similar, but never the same. Which die lubricant 
to use, what alloy, whose die steel—a never ending list 
on every job. BU'T—there are plenty of other die cast 
ers who probably have exactly your problem. Possibly 
not at the same time, but in the near future or just 


lately. 


In order for the Die Casting Industry to progress as 
rapidly as the demand for our products dictates, we 
must have some reference to the latest methods of solu 
tion to the problems of die casting. Rather than start 
from scratch every time in the quest for better die cast 
ings, we need only to refer to the previous work ol 
others in the same field and carry our research on from 
there. The subsequent conclusions of this advanced re 
rearch must then be fed back for the whole industry 


to utilize. 


The staff of the Die Casting Engineer requests 
the opportunity to publish any information that is 
vital to the whole Industry or any of its parts, as 
highly technical as possible. However, before it may 
be published, the information must find an author. 


... That author is YOU. 


Send the outline of your article to: 


DIE GASTING ENGINEER 
19370 James Couzens Hwy. 


Detroit 35, Michigan 


We will let you know the acceptability of the ma- 
terial and guide you in its presentation. 


JUNE, 1957 


Our Problem—Advertising 
EVEN THOSE DIE CASTERS somewhat removed 


from the intricate everyday problems of producing a 
perfect die casting can do a great deal to accelerate 
progress in the Die Casting Industry. 

By advertising in the Die Casting Engineer you will 
directly strengthen all corners of the Industry in aiding 
the process of communication. More pages of ads car 
ried in the magazine mean more open pages for tech 
nical feature articles. As we increase the number olf 
these articles we will be able to cover an increasingly 
wider range of die casting fields in each issue. 

\ quality of the Die Casting Engineer is its practical 
engineering presentation of the newest solutions to di 
casters’ everyday production and design problems. 

Included in the membership of the Society and re 
ceiving the Die Casting Engineer are the men who 
determine the sources of machines, metals, and allied 
supplies for the large manufacturers of die castings. 
Buyers of die casting, who are ever selecting new 
sources of die castings, are also included in our mailing 
lists. 

Our circulation for this issue is 2,700 plus. 

For further information write: 

Vincent T. Purcell 

317 Stephenson Bldg. 

Detroit 2, Michigan 
TRinity 5-7978 








PDM Quality EJECTOR PINS 


1. Cut DOWN-TIME 50%—75%! 


2. Proven ability to stand-up better in zinc, 
aluminum, and magnesium die casting. 


3. Can be ground from the solid into CORE 
PINS without rehardening after grinding. 


4. Complete stock of all fractional & letter sizes 
1/16”—1". 


PROSPECT DIE & MOLD COMPANY 
26650 Sherwood Center Line, Mich. 
Box 257 SLocum 7-7747 


EJECTOR PINS CORE PINS 
CUTTER BLANKS 
WATER COOLED SPRUE SPREADERS 
AND NOZZLES (BUSHINGS) 





Send for 


and 


Catalog 
listed 


our complete 


prices dimensions 
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CLIFFORD-ROCKWELL COMPANY 


METAL FINISHING MATERIALS 


19364 James Couzens Hwy. 
Detroit 35, Michigan 
Diamond 1-8873 


COMPOSITION MATERIALS CO., INC. 


Crushed walnut shells, corn cobs, high grade 
sawdust and leather fibres for blasting, tumbling, 


metal finishing. 


MIDWEST BUFF MFG. CO. 


Cotton and Sisal buffs in bias, full disc, finger and 


specia!s. Polishing and contact wheels. 


WARREN SALES CO., INC. 


Vitrified and resinoid mounted points and wheels 
fer deburring, snagging, and die-finishing. 











Wy, wish lo announce 


that we have just installed a new 
Swiss Rigid Automatic Hydro- 
copy Milling Machine. This ma- 
chine has two spindles and is 
capable of cutting Left and Right, 


from a single model. 


MOLDCRAFT ENGINEERING 
Designers & Builders 


Plastics - Die Casting Molds 


66 E. 10 MILE ROAD 
HAZEL PARK, MICHIGAN 
JOrdan 4-5949 
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PEOPLE IN DIE CASTING 


Harris Shimel 
leaves Chevrolet 
Division of GMC. 





Because of his health, Harris Shimel, first National President 
4 the Society of Die Casting Engineers, has left the Chevrolet 
Division of General Motors after twenty-six years of service. H¢ 
has joined Mr. Walter D. Speicher in his manufacturer's repre 
sentative business 

Mr. Shimel and Mr. Speicher cover a broad field including dic 
cast dies, trim dies, sheet metal dies, jigs, fixtures, gages. trim 
presses, special machinery, buffing fixtures, metal stampings. and 
die castings 

His address ts: 100 CPLA. Building 

Michigan Avenue and W. Vernor Hwy 
Detroit 16, Michigan 
WOodward 2-7167, -7155 


“Teddy” Simoneau 


ties in closer 





with die casting. 





: tt 
Miss Theodora E. Simoneau has left the O. W. Kromer Co 
of Minneapolis, Minnesota and has joined the Western Alloyed 
Steel Casting Co., 2901 Pleasant Avenue, Minneapolis. As a 
chemist and radiologist she will be working closely with Professor 
Fulton Holtby of the University of Minnesota. Her work will! 
carry her into the fields of die lavout, casting design, and casting 


techniques 


George Griffenham 


accepts new position ~ 


in die cast die sales and 


service. 
i 

George F. Griflenham, Executive Secretary of the Society of Dix 
Casting Engineers, has accepted the position of General Sales 
Manager with the Sterling-Detroit Company, 261 E. Goldengate 
Avenue, Detroit 3, Michigan. His duties will be directed at in 
creasing Die Cast Die sales, Master Unit Die Holders, and general 
Engineering Service for the Die Casting Industry. 

Mr. Grifflenham recently left the Mergraf Oil Products Co. He 
is one of the founders of the Society 


New Jersey Zinc gains new manager 


Robert L. Campbell has been appointed Manager of Metal 
Sales, Western Division, of the New Jersey Zinc Company. His 
headquarters will be at Chicago, Hlinois. 

Mr. Campbell, an alumnus of Ripon College and a former 
Captain in the U.S. Infantry during World War II, started his 
employment with the company in 1946 as a sales representative 
He has been attached to their Metal Division since 1952 

Mr. Campbell is an active member of the Chicago Chapter of 
the SDCE, 
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a NEW ! REVOLUTIONARY ! 


DIE LUBRICANT 


BONDS ITSELF TO PINS, CORES, 
SLIDES & DIE CAVITIES. 

_ PREVENTS SOLDERING 
HIGH YIELD PER COATING 
IMPROVES CASTING FINISH 
SMOKELESS-INERT-NON-TOXIC 
EXTENDS DIE LIFE 
WON’T CARBONIZE OR BUILD UP 
USED ON ZINC OR ALUMINIUM 


Lawrence May 
takes on a new 


title and company. 





Lawrence R. May, formerly General Manager of Cast-Master, 
Inc. of Cleveland, Ohio, has been named Vice President and 
General Manager of the B & T Machinery Co. of Holland, Mich 
igan, according to Jay H. Petter, B & T President 

Having spent his entire life in the manufacturing business, h« 
goes to the B& T Machinery Co. with a background of experience eas 
in all phases of manufacturing, particularly in the pier. send for descriptive data 
and development of plastic injection molding and die casting 
equipment. He is widely and favorably known in the machinery 


on 
< LUBRI - COTE 
~ 
The B & T Machinery Company manufactures and distributes 
nationally a complete line of machines for die casting zinc and 
4 h em-cote 


aluminum in capacities ranging from 100 to 750 tons 
company 


1213 W. 59th. ST.; CHICAGO 36, ILL, 





Ralph Burns dies suddenly 





Ralph F. Burns, former Manager of Metal Sales, Western Dis 
trict, of the New Jersey Zinc Company, passed away on March 29, 
1957 at the age of 59. Mr. Burns had been a very active membet 





of the Chicago Chapter of the Society of Die Casting Engineers. 











For Consistent Trouble-Free Production 


ADVERTISERS INDEX 


\jax Engineering Corp 21 
American Buff Co 24 
\tols Tool and Mold Corp 7 
Auto-Diesel Piston Ring Co 22 
B & T Machinery Co 2 


Bourdeaux Pattern & Machinery Co. 20 


Cast-Master, Inc 25 

Certified Alloys Co 29 

Chem-Cote Co 29 

Clifford-Rockwell Co 28 

Detroit Mold Engineering Co 30 

Disdie Steel, Inc 7 jd 2 Ot | Ce CERTIFIED 
Dodge Steel Co 8 

Hoover Ball & Bearing Co 20 

Hydraulic Press Manufacturing Co 9 

J. A. Kozma Co 32 

Kux Machine Co 3 : - - 

Lester-Phoenix, Inc. 34 Zinc Base Die Casting Alloys 





Martin Grinding & 
Machine Works, Inc 36 
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CERTIFIED uniform high-quality 


BEDFORD, OHIO + 


ed to assure ingot meets your spec- 


Moldcraft Engineering Co 28 , +: : 

ats to mont Sais r ingot can help you make better ifications. 

Owens Welding Co., Inc 31 castings at high production speeds. @ All shipments are palletized and 
Permanent Mold & Die Co., Inc H . . . shipped with a certificate of 
Prospect Die & Mold Co 27 @ All — & production — analysis. 

Reed-Prentice 23 trolled under the most modern Contact us or our sales represent- 
Special Machine & Engineering, Inc . .26 methods to insure — atives on your requirements, we 
Stuteiee tue. 33 ® Alloys are metallurgically check- would welcome your inquiry. 
Supreme Impression & Mold Co. 16 

Universal-Cyclops Steel Corp. 35 

Valor Tool & ares i ae 20 CERTIFIED A & meh 4-5 co. 


TELEPHONE: CLEVELAND MOntrose 2-3100 














NEW DEVELOPMENTS 


STUDRIVE, INC. ANNOUNCES NEW STUD DRIVER 


\ NEW UNIT to eliminate the and-pinion, thus eliminating all 
production bottleneck often en- need for timed limit switches. Powet 
countered when studs are being requirements for the stud drive! 


driven into finished die castings are air at 70 to 80 psi to operate the 


has been developed by Studrive, driver mechanism and 110 volt - 60 
Inc., of Detroit. cycle power for control switches and 

This unit is air operated and the vibratory hopper. Air consump 
features carbide inserts in the stud — tion is low, being 0.2 cu. ft. per cycle. 
delivery mechanism for longer wear. Phe units may be operated singly 
The method of delivering the studs, or grouped together and operated 
one-at-a-time, is unique in that it from one control when a die casting 
is mechanically controlled by a rack- calls for more than one stud. They 


DIE CASTERS ... Here's Added Sauinge! 


D-M-E CAVITY SETS 


IN 6 NEW STANDARD SIZES 


Check these NEW 2<e2.. 
IN D-M-E No. 1 STEEL 
14’/s"” x 23°/s" 
16'/2” x 23°; 
19"/2" x 23°/2” 
23°/4" x 23°/a” 
23°/2" x 29"/2" 
237/4" x 35'/2” 


STANDARD PLATE THICKNESSES FROM ’/s" to 57/8” 





~ 





can be readily rearranged for new 
stud spacing or change-over. Proper 
positioning of the stud drivers is 
facilitated by dowel pins located in 
the part fixture at the stud centers. 
The part fixture is the only mechan- 
ical link between units. The opera- 





tion pictured ts typical of a two-stud 


arrangement. 


From the Executive Secretary: 
ALL PLATES GROUND FLAT and SQUARE Please check your Name and Address 
i on your membership card or on the 
Ready for your die layout and cavity inserts envelope that came with the Die Cast 
ing Engineer. Please notify the SDCI 
ee ° ° ° 
Precision Ground LEADER PINS and BUSHINGS ee ae =< Sa 
Thank you 


For accurate alignment and longer wear 
G. F. Griflenham 


Write “Today for... \ COMPLETE LISTING of all 67 


different types of its zinc die cast and 


D-M-E’s 12 page Brochure giving 
Gomatete Sete ds ficati } thermoplastic molded products, in Se¢ 
P ices an pecitications | tions I and II, is offered by the Gries 


Reproducer Corp. in its new release, 


DETROIT MOLD ENGINEERING CQ, | ‘icc ant Produces Batesin” 


6686 E. McNICHOLS ROAD — DETROIT 12, MICHIGAN — TWinbrook 1-1300 Weiee: Geies Regeatucer Gerp.. 1 
Beechwood Ave., New Rochelle, N. Y. 


Contact Your Nearest Branch FOR FASTER DELIVERIES! 





HILLSIDE, N. J. (wear NEWARK) 1217 CENTRAL AVE., ELIZABETH 5-3500 ee Se eee on ie 
casters on their experience with Lester 


[OMe 51, ILLINOIS 5901 w. pivision stREET, MANSFIELD 6-2900 die casting machines is offered quarterly 








in “Lester Press,” published by Lester- 


CLEVELAND 9, 0.-D-M-E CORP. so2 srooxpanx ro., sHADYsive 1-9202 Necudilin. tte 


LOS ANGELES 1, CAL. 3700 SOUTH MAIN STREET, ADAMS 3-8214 : ae a Church Avenue, Cleve 
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HIGH DOME CAP NUTS 


\ new line of die-cast zinc alloy “high 
been introduced by 


New Ro 


to provide industry with an 


series” cap nuts has 
Gries Reproducer Corporation, 
chelle, N.Y 
improved means of covering exposed bolt 
ends of varving lengths. These corrosion 
resistant GRC high series 


up to mi per cent 


cap nuts provide 
greater thread depth. The 
achieved by 


deeper thread is an increase 


in the overall height of the cap nut, well 
proportioned between the hexagonal sec 
tion and the dome of the fastene1 

Ihe newly engineered high series cap 
nuts, in the front row, are shown next to 


standard nuts for comparison 





INEXPENSIVE WING NUTS 


a new stock 


kconomy Series” wing nuts 
available 


New 


noticeable savings 


item from Gries Reproduce 


Rochelle, N. Y., offer 


without 


Corporation 
sacrificing qual 
ity or appearance. Die-cast of zinc alloy on 
fully automatic machines, they are lighter 
in weight and less costly than the 


luced by GR(¢ 
Ihe new fastener has 


other two 
iypes pro 
a wing spread of 
from 34 in. to 114 in. Thread sizes range 
from No. 6 to % in NC-2 or NF-2), all 
Thread Series 

tions. Zinc alloy die-cast wing nuts 


made to Unified specifica 
are col 
rosion resistant and generally require no 


further finishing 
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NEW ALUMINUM FURNACE GIVES HIGHER 


EFFICIENCY WITH OVERHEAD BURNERS 


Ihe J. A. KOZMA COMPANY, 2471 
Wyoming Avenue, Dearborn, Michigan, an 
new RADIANT ALUMINUM 
FURNACI 
all in one compact unit. The 


nounces its 
DIE CASTING 
and holds 
charge enters 


at one end, is melted, and 


flows into a holding well ready for ladling 
The furnace is fired by overhead radiant 


cup burners which eliminate flame im 


p-ngemeint 





@ PROMPT 
PICKUP & DELIVERY 
AT ALL 3 PLANTS 


@ SPECIALIZED 
WELDING OF ALL 
TOOLS & DIES 


@ Approved for Government 
Work Requiring 
Certificates 


which melts 


and localized over-heating of the 






metal. The reducing atmosphere in the 


furnace minimizes the build-up of alumina 


on the surface of the melt 


By virtue of design and excellent tem 
perature uniformity, metal loss is held at a 
minimum, metal quality is increased, melt 
ing is faster, and operator comfort is greatly 
increased 

Ihe furnace is available 


and holding 


with melting 


capacities to meet most re 


quireme nits 











ALL TYPES OF MOLD DIES A SPECIALTY 


30 Years of Expert Welding Experience 


Rex Farmer, President 
Steve Novak Vice President—Research 





Adam Kalish, Vice President—Production 
Kenneth Durr, Vice President—Sales 
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New Aluminum Foundry for 
Massena, New York, planned by 
Chevrolet Division of General Motors 


General Motors plans to establish a new 
foundry for the manufacture of aluminum 
castings for automotive parts near Massena, 
New York. 
be operated by the Chevrolet Division. 
Motors and Reynolds Metals 
entered into an agreement 
unde Reynolds 
minum from a reduction plant to be built 
near by. The major advantage of having a 
foundry near an aluminum reduction plant 


The proposed new plant will 


General 
Company have 


which will provide alu 


is that the aluminum can be transported 
directly in a molten state from the electro- 
lytic cells to the foundry and poured im- 





mediately. Otherwise, it is produced in 


ingots for transporting and storage and 


then melted down before being used for 


casting the ultimate product. 
Establishment of the plant is contingent 

upon approval by New York State officials 

of the proposal by the Reynolds Company 


for it to use electric power furnished by 


the Barnhart Island Power Station in the 


Saint Lawrence Seaway System. Construc 


station was recently ap 
New York State 


tion of this new 


proved by the Power 


\uthority 


Radian 


ALUMINUM 
DIE CASTING FURNACES 





e NO FLAME 
IMPINGEMENT 


e INCREASED 
FUEL ECONOMY 


e LOWEST METAL 
LOSS 


e GREATER 
OPERATOR 
COMFORT 


e REDUCED FLOOR 
SPACE 

e SIDE OR END 
DIPOUT 
ARRANGEMENT 
BREAK DOWN 


AND HOLD IN ONE 
COMPACT UNIT! 


CAPACITIES TO MEET.... 
.... YOUR REQUIREMENTS 


J. A. KOZMA CO. 


2427 WYOMING e 


DEARBORN, MICH. 


INDUSTRIAL FURNACES SINCE 1928 


NEW YORK ° CHICAGO ° 


DETROIT 


° MILWAUKEE ° LOS ANGELES 
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SDCE 
SUPPORTING COMPANY 
MEMBERS 


All State Industries, Inc. 
Center Line, Michigan 
American Mold Engineering Co. 
Charlevoix, Michigan 

Atols Tool and Mold Corp. 
Chicago, Illinois 

Atlantic Chemicals and Metals Co. 
Chicago, Illinois 

B and T Machinery Company 
Holland, Michigan 

Kriggs and Stratton Corp. 
Milwaukee, Wisconsin 

Central Die Casting & Mfg. Co., Inc. 
Chicago, Illinois 

H. Cohn and Sons 

Chicago, Illinois 

Congress Die Casting Division 
Tann Corporation 

Detroit, Michigan 

Conneaut Die Casting Co. 
Conneaut, Ohio 

Crucible Steel Co. of America 
Syracuse, New York 

Detroit Mold Engineering Co. 
Detroit, Michigan 

Disdie Steel, Inc. 

Van Dyke, Michigan 
Dominion Die Casting, Ltd. 
Wallaceburg, Ontario, Canada 
General Motors Corporation 
Process Development Staff 
Detroit, Michigan 

The Girard Mfg. Co. 

Girard, Pennsylvania 

E. F. Houghton & Co. 
Detroit, Michigan 

The Hydraulic Press Mfg. Co. 
Mount Gilead, Ohio 

Lake Erie Engineering Corp. 
Kenmore, New York 

Latrobe Steel Company 
Latrobe, Pennsylvania 

R. Lavin and Sons, Inc. 
Chicago, Hlinois 
Lester-Phoenix, Inc. 
Cleveland, Ohio 

Lindberg Engineering Co. 
Chicago, Hlinois 

Lindberg Steel Treating Co. 
Melrose Park, Illinois 

Martin Grinding & Mach. Works Inc. 
Chicago, Hlinois 

Mergraf Oil Products Co., Inc. 
Northville, Michigan 
Monsanto Chemical Co. 
Detroit, Michigan 

Moldcraft Engineering Co. 
Hazel Park, Michigan 
Nu-Engineering, Inc. 
Ferndale, Michigan 

Owens Welding Co., Inc. 
Hazel Park, Michigan 
Prospect Die and Mold, Inc. 
Center Line, Michigan 
Permanent Mold Die, Inc. 
Hazel Park, Michigan 

Samuel Greenfield Co., Inc. 
3uffalo, New York 

Universal Cyclops Steel Corp. 
Titusville, Pennsylvania 
Charles Zapf & Company 
Evanston, Illinois 
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REVOLUTIONARY 


‘“*‘PEDESTAL’’ 


STUDRIVE 


UNIT 















SPINDLES 
a 





























STUD 
LOCATIONS 
Be can be used individually 
Ix —— 
Locating | fe > or in groups... for single 
DOWELS ° *¢ 
Locator ——__Z” 7 or multiple stud driving 


requirements 


HOLES / \ 

















Locating dowels in fixture 
base, directly under each boss, 
metch pedestal holes to pro- 
vide perfect spindle line-up. 


STUDRIVE units are high speed, 
flexible, precision tools (cycle 
time 1.5 seconds) with lead 
screw feed. Even low produc- 
tion jobs can be effectively 
automated with one or more 
STUDRIVE units. 


Unique triangular construction 
allows easy grouping in unlimited 


positions. Simple installation 
STUDRIVE units have no com- 


ii d chectitedt ' means minimum change-over-time 
plicated electrical ponels .. . 


: from one job to another. 
no motors. They are air 


cylinder operated requiring 


for additional information 
write... 


only .3 cu. ff. per stroke air 
consumption. Simple 110 volt 
circuit used for vibratory 
hopper. 






— 7 
tudrive, inc. 
2704 East Larned 
Detroit 7, Michigan 


Studrive Unit Series 100 
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LESTERS can get EXTRA 
Die Casting Business for you 
... This Frypan shows why! 


Specifications: 121 square inches, heating 
element insert, absolute non-porosity to 
resist frying temperatures, and flawless fin- 
ish. And to top it off, it had to be cast with 
No. 360 prime alloy, to provide the finest 
non-corrosive utensil. As you know, it’s one 
of the toughest alloys to cast. 


Nevertheless, Meta-Mold Aluminum Com- 
pany in Cedarburg, Wisconsin, working 
exclusively on Lester machines, has been 
supplying Sunbeam Corporation with such 
fine parts for their automatic Frypan, that 
they have extended the life of the die 
from a normal 30,000 shots to an amazing 
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100,000 shots. Besides, secondary finishing 
costs have been cut to the bone. 


Sunbeam Corporation has been so very im- 
pressed and pleased that they have ordered 
Lesters for their own plants, to assist in the 
production of the product. 


Here's the clincher. Meta-Mold has been 
die casting for less than two years and has 
been out-performing more experienced ven- 
dors who don’t use Lester machines. 


Complete machine specifications available 


in Bulletin 101. WRITE TODAY. 
LESTER-PHOENIX, INC. 


2716-M CHURCH AVENUE e CLEVELAND 13, OHIO 


Agents in principal cities throughout the world 
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UNIVERSAL-CYCLOPS STEEL CORPORATION 


Betty —the Martin girl says 


Miartin solves 
oy gelolUleiirels 
eleolsi(-lal-\e].¢- 


MARTIN 


gets specified die-cast 
components to you 
in quickest possible time! 


Whatever the size of your order, there s no waste 
time or motion at Martin. Why? Because each 
year our Cost Analysis Engineers spend hun- 
dreds of man-hours further streamlining our 
already-streamlined production facilities. This 
means quick-as-a-wink service for YOU. Stream- 
lining production not only means faster delivery, 
but lower costs. which are immediately passed 
on to you. 

And... “one roof responsibility”’ plus the most 
modern equipment made mean you get the best— 
whether you order one part or one-hundred. We 
meet your exact needs to micro-dimensional tol- 
erances. From drawing board to finished prod- 
uct, our integrated facilities and skilled craftsmen 
with 5,000 years of cumulative experience are 
at your complete disposal. 


We believe we 

anufacturing sucn precision die-casting eal olelal sani 
COLD SHOT SLEEVES ADAPTER BUSHINGS FEED 
CHAMBERS PLUNGER TIPS AND GOOSENECK 
SLEEVES 


ate hatthee lenati: 


DROP US A PRINT AND WE WILL SEND YOU 
OUR QUOTE BY RETURN MAIL 


Shown above 
are representative 
sleeves which 
we produce 


Note: Some standard sizes of sleeves and tips available immediately from stock. 


* 
actin prnding and machine works, tre. 
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